NOTES:

1) WELDED AND BRAZED JOINTS TO BE VACUUM TIGHT
TO 10E-6 TORR.

2) CLEANING, WELDING AND VACUUM PROCEDURES
PER LBNL ENGINEERING NOTE M8184.

3) BRAZE FILLER: NICKLE, SILVER OR COPPER BASED
BRAZING ALLOY.

4) AFTER BRAZING, INSPECT JOINT VACUUM SIDE (ARROW
SIDE) FOR SMOOTH PHYSICAL TRANSITION. POST-GRIND
AS REQUIRED TO ACHIEVE 32 MICRO-INCH FINISH BLEND
OR BETTER.
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7 2 27A335 TUBE, WATER
6 2 27A349 FLANGE, VACUUM, EXTRACTOR
5 2 27A348 TUBE, VACUUM, EXTRACTOR
4 1 27A345 COVER, WATER, EXTRACTOR
3 1 27A346 FLANGE, EXTRACTOR / CATHODE
2 1 27A347 FLANGE EXTRACTOR / OUTLET
1 1 27A344 EXTRACTOR CORE MACHINING
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